Work Order ID 92360 
October-30-12 9:15:38 AM 


992360 


Page 1 


Accept 


Jeaspa Bandsaw 


110 


*41N* 


HAAS 1 


HAAS CNC vertical machine #1 


120 
*42N* 
QC 


Quality Control 


Cut blanks: 0.750" x 0.375" x 2.700" long 


0.00 
HAAS CNC VERTICAL MACHINING #1 
Memo 9.00 
Machine as per Folio FA550 and Dwg D2872Identify as D2872-5 
Dwg Rev Å Folio Rev LA 
QC2- Inspect parts off machine FAI/FAIB 0.00 
Memo 0.00 


Item ID: D2872-045 De * N an ONAN 1 na* Setup Start * N Q 4 * 
Revision ID: - A 
Item Name: Nut Plate Assembly (0 Stop * N S 9 * 
. Start Date: 10/29/12 Start Qty: 24.00 *9A* Cust Item ID: 
Required Date: 11/16/12 Req'd Qty/24.00 *DA* Customer: 
Reference: 
T ee oo T Toon 7 7 Run Start œ% + 
Approvals: Process Plan: Mt J _ Date:\2.-10 -230 Tooling: o Date A N R 1 
Stop 
: : : * * 
QC: Ml 7 7 _ Date SPC (Y/N) Date N R 2 
Sequence ID/ Operation Set Up/ = ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
| Draw Nbr Revision Nbr | 
| D2872 Rev A | 
o BAND SAW a & DAS 
*4NN* LOI ¡2-u:01 Eo) 
Bandsaw Memo 0.00 ~89 


DAs 
Lera ıb -u -ot 


ae (L-i - Ote (19 


| 
: 
] 
f 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE f 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT A ATEO O 
Landing Gear General 
|| Bending || Bend a Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S | | BOM/Route | Hardware Over/Under tolerance Temperature/Cure 
| | Cracks E Broken/Damaged ie Inspection Incomplete Part incorrect Weld 
E Crushed/Crimped. E Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
i Cuffs z= Contamination | | Maintenance Part Moved 
H Heat Treat E Countersink o] Mislabeled Positioned Wrong 
NM Inspection Strip in Tube | Cut Too Short | | Misread Power Loss/Surge || Other 
= Ripples in Bend | Drill Holes i Offset 
E Torque Waves in Extrusion o] Drawing o Out of Calibration 
Ti Turning Sequence = Finish || Out of Sequence 


| Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


ea Folio 


o] Outside Dimensions 


Work Order ID 92360 
October-30-12 9:15:38 AM _ 


* 


Page 2 


Item ID: 


D2872-045 


*Nanananian* 


Quality Control 


Setup Start * * 
Revision ID: N S 1 
Item Name: Nut Plate Assembly Sop. ok N S 2 Y 
Start Date: 10/29/12 Start Qty: 24.00 *9A* Cust Item ID: 
Required Date: 11/16/12 Req'd Qty: 24.00 *94* Customer: 
‘Reference: 
= = 7 Run Start % k 
Approvals: Process Plan: _ Date: Tooling: Date: _ N R 1 
Sto 
QC: Date: SPC (Y/N): Date: P x N R 9 * 
‘Sequence ID/ Operation ~~ Set Up/ Tool ID Tool Plan — Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 QC8- Inspect parts - second check 0.00 Sy, f 3 DAS 
*490* A e y/o r 14 
i LO. -4 Sn 
QC Memo 0.00 
Quality Control 
140 0.00 LA 
* 4 An* Small Fab SOx Y) 
Small Fab Memo 0.00 R Ufo E” 
Small Fab 1-Deburr 2- C'sink as per Dwg D2872 
DAS 
150 QC5- inspect part completeness to step on W/O 0.085, 
*4 60% ; D 
Qc Memo o00]9 | 108 i A : 


NCR: Yes / No 


Work Order: 


Part No. 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Rework Skid-tube 

Scrap Machining 

Use-as-is Thermoforming 

Work Order Update Large Fab 


AGAINST DEPARTMENT/PROCESS 


Crosstube 
Small Fab 
Finishing 
Composite 


DQA: 


QA Closed: 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Engineering 
Quality 
Other 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


 _—-- — _— —— tr carecony IAH] 


Landing Gear 


| | Bending 


| Centre Not Concentric to o/s 


o] Cracks 


| | Crushed/Crimped. 
| Cuffs 

| Heat Treat 

MH Inspection Strip in Tube 
| Ripples in Bend 

| Torque Waves in Extrusion 
|| Turning Sequence 
o] Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


FAULT AULT CATEGORY SS] 
General 
o] Bend | Grain 
| |BOM/Route | [Hardware 
|| Broken/Damaged | inspection Incomplete 
|| Burrs | | Instructions Incomplete/Unclear 
| [Contamination | [Maintenance 
mM Countersink | Mislabeled 
| Cut Too Short |] Misread 


| | Drill Holes 
o] Drawing 
| Finish 

| Folio 


| [offset 


| Out of Calibration 
| | Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


> |] 
= | 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


a Other 


> 


Work Order ID 92360 


October-30-12 9:15:38 AM 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 10/29/12 


D2872-045 


Page 3 


Nut Plate Assembly 


Start Qty: 24.00 


Cust Item ID: 


Setup Start 


*NS1* 
so *NS2* 


Required Date: 11/16/12 Req'd Qty: 24.00 *94* Customer: 
Reference: 

O AS Run Start œ * 
Approvals: Process Pian: Date: Tooling: oo Pate ED N R 1 

Sto 
QC: Date: SPC (Y/N): Date ” *NRO+* 

Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 Chemical Conversion Coat per QSI005 4.1 0.00 
*4AN* lO DÉ I2-M- F 
HandFinish Memo 0.00 
Hand Finishing 
170 QC3- Inspect Part Finish 0.00 LA 
*470* LAK el 
QC Memo 0.00 4 / / E 
Quality Control 
180 0.00 
*48n* ae 10K Z2 Miji 
Small Fab Memo 0.00 y 
Small Fab 1-Assemble as per Dwg D2872  2-Identify as D2872-045 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


AU ATEO rr] LT CATEGORY 
Landing Gear General 
E Bending | Bend w Grain Ovalized Pressure/Forced 
|| Centre Not Concentric to O/S | | BOM/Route o] Hardware Over/Under tolerance Temperature/Cure 
a Cracks || Broken/Damaged | | Inspection Incomplete Part Incorrect Weld 
E Crushed/Crimped. o Burrs E instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
|| Cuffs o] Contamination o] Maintenance Part Moved 
|| Heat Treat E Countersink o] Mislabeled Positioned Wrong 
E Inspection Strip in Tube E Cut Too Short E Misread Power Loss/Surge o] Other 
o] Ripples in Bend Ba Drill Holes E Offset 
E Torque Waves in Extrusion H Drawing a Out of Calibration 
E Turning Sequence | | Finish | | Out of Sequence 


HE Wave/Twist in Tube 
H:/FORMS/Quality Assurancelapproved QA/NCRWO Rev G 


| [Folio 


| Outside Dimensions 


a 


October-30-12 9:15:38 AM 


Accept 


*99340* 


Page 4 


Quality Control 


Item ID: D2872-045 * N 90004 Q 4 oo* Setup Start * N Q 4 * 
Revision ID: Í ` 
Item Name: Nut Plate Assembly Stop * N S 2 * 
Start Date: 10/29/12 Start Qty: 24.00 *94* Cust Item ID: 

‘Required Date: 11/16/12 Req'd Qty: 24.00 *9Aa* Customer: 
Reference: 
” = ~ Run Start x ke 

Approvals: Process Plan: Date: Tooling: _ Date: 7 N R 1 

Stop 
: : : ; * * 
QC z Date SPC (Y/N) _ Date: N R 9 

Sequence ID/ Operation g Set Up/ EE Tool ID Tool 4 Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
190 QC5- Inspect part completeness to step on W/O 0.00 | 4 } } % 

*4QN* oe 16 ; 

Qc ino oo DAS a = 
Quality Control AS 
200 Identify as per dwg & Stock Location S| GD 0.00 
*ONN* 

Packaging Memo 0.00 ¿Ox ~ sO 
Packaging D -//-] 3 
210 QC21- Final Inspection - Work Order Release 0.00 
*940* (2/13 
QC Memo 0.00 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet 
Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


| Root | Description of work order update Initial Action Sign & 
| Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


à 


FAULT CATEGORY 


Skid-tube 
‘Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Engineering 
Quality 
Other 


Part No. 


Landing Gear General 


| 
| 


E Bending 


E Centre Not Concentric to O/S 


a Cracks 

a Crushed/Crimped. 
IN Cuffs 

E Heat Treat 


a Inspection Strip in Tube 
| Ripples in Bend 

o] Torque Waves in Extrusion 
| | Turning Sequence 

x Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


|] Bend 


|| BOM/Route 

| |Broken/Damaged -: 
Burrs 

|| Contamination 

|| Countersink 

|| Cut Too Short 

| [Drill Holes 

| Drawing 

B Finish 

& Folio 


| [Grain 
| | Hardware 


o] Inspection Incomplete 

| instructions Incomplete/Unclear 
|] Maintenance 

E Mislabeled 


a Misread 
| | Offset 


| | Out of Calibration 
| | Out of Sequence 
| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


|] Other 


Picklist Print E 
age 1 
October-30-12 9:15:37 AM 
“Work Order ID: 92360 
Parent Item: D2872-045 Start Date: 10/29/12 Required Date: 11/16/12 
Parent Item Name: Nut Plate Assembly Start Qty: 24.00 Required Qty: 24.00 
Comments: IPP A05.09.13New issueKJ/JLM 
‘Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qty on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
M6061T6B0.375X00.750 Purchased No 180 f 22.1200 0.225 5.6842104 
6061T6 BAR .375 x .750 LD — a 
Location Loc Oty Loc Code wa OR (a 1 © 
MATOO! 22.12 83 
113719 2.45 , 
us YN 19.67 1.5 T3525. 
MS20426AD4-5 Purchased No 180 Each 4,121.0000 4 96 y 
Rivet 3 = E AA A 
: Location Loc Qty Loc Code f 
ST317 ` 4121 
6874 4121 
MS21086L5 Purchased No 100 Each 35.0000 
Nut Plate 
Location Loc Loc Code 
ST303 35 
102728 35 


NCR: Yes / No 


Work Order: 


Part No. 


NCR No. 


ee ee A AA A 


Landing Gear 


A Bending 


| | Centre Not Concentric to O/S 


E Cracks 


E Crushed/Crimped. 
o] Cuffs 

| Heat Treat 

|] Inspection Strip in Tube 
| Ripples in Bend 

a Torque Waves in Extrusion 
| | Turning Sequence 
E Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


DQA: 


WORK ORDER NON-CONFORMANCE / UPDATE 


Use-as-is 
Work Order Update 


Root Description of work order update Initial Action Sign & 
Cause” Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


General 
a Bend 
| |BOM/Route 
o] Broken/Damaged 
Burrs 
mM Contamination 
MM Countersink 
= Cut Too Short 
o] Drill Holes 
E] Drawing 
o] Finish 
z Folio 


DISPOSITION 


QA Closed: 


Skid-tube Crosstube Water Jet 
Machining Small Fab Prod. Eng. Coor. 
Thermoforming Finishing Rec/Store/Packaging 
Large Fab Composite Supplier 


FAULT A ATEO OSOS 


|| Grain 

E Hardware 

E Inspection Incomplete 

w Instructions Incomplete/Unclear 
o| Maintenance 

| |Mislabeled 


| Misread 
ia Offset 


| | Out of Calibration 
| Out of Sequence 
M Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


AGAINST DEPARTMENT/PROCESS 


Date: 


Date: 


Engineering 
Quality 
Other 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| Other 


eee 


E 


DART AEROSPACE LTD T Work Order: ATZO 
AO ed ee la AAA TP al 
ASA Y E E AA 
. | Inspection Dwg: D2872___RevA [|  Pagetof1 | 


FIRST ARTICLE INSPECTION CHECKLIST 


El First Article = Prototype 


Drawin Actual 
een Tolerance Ee Gere Accept | Reject opcion Comments 

2.50 +/-0.030 L: Wl ~ 
1.000 +/-0.010 ~ 19% a 
0.875 +/-0.010 CF iia 
0.250 +/-0.010 aoe a 
1.000 +/-0.010 9299 
2.000 +/-0.010 ( -999 T 

Ø0.128 +0.005/-0.001 . [yo g 
0.269 +/-0.010 .26% a 

30.316 +0.006/-0.001 INE a 
0.750 +/-0.010 AL a 
0.650 +/-0.010 ¿HS a 
RO.02 +/-0.030 „OL Z 
0.141 +/-0.010 Al ar a 

@0.230 x 0.125 | +0.005/-0.001 x 0.010 | .2%9x oY FF 
ee PE 
Ea 
ath 
Measured by: ¡LT : on 
Date: 


| Date [Change________________________ [Revisedby | Approved | 
A | 06.11.08 | New Issue P/O D2872-045 KJ/JLM A|) Æ | 
i 


HAFORMS\Quality Assurance\approved QA\FAI revD 


PR N 


ee 


40.128 


h e 0.875 40.128 
(4 PLACES) 20.128 Í ; re 
(4 PLACES) (4 PLACES) 
9.250 = -i 
B D 


DETAL A (TYP) 


~ DETAIL A (TYP) 


MS21086L5 NUT PLATE 
(TYP 2 PLACES) (2872-1 


MS21086L5 NUT PLATE 
(TYP 2 PLACES) D2872-5 


D 
y 
Y 


C M3210865 NUT ES donas MS20426AD4—5 
E : (TYP 3 PLACES = RIVET (TYP 4 PLACES 
D2872=041 Ret (YP 4 PLACES) D2872-043 RIVET (TYP 6 PLACES) pasza=oss MT i 
02872~1/-3/-5 RADIUS BLOCK 
1) MATERIAL: 5052—-H32/H34 BAR (QU0-A-225/7) (REF. DART SPEC M5052H3280.750X00.250) OR 
6061-T6 BAR (QQ-A-225/8 OR QQ-A-200/8) (REF. DART SPEC M606 1T680.750X00.250) 
2) ‘FINISH: ACID ETCH AND ALODINE PER DART QSI 005 4.1 


3) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) ALL DIMENSIONS ARE INCHES 
5) BREAK ALL SHARP EDGES 0.010 TO 0.020 0.269 
6) 40.128 PILOT + C'BORE CURVED SIDE #0.230x0.050 DEEP + : 

C’SINK CURVED SIDE 60.225 x 100 A 


1) INSTALL MS21086L5 NUT PLATE IN ORIENTATION SHOWN USING 
MS20426A04~5 RIVETS 


(-041 4 PLACES) 
(-043 6 PLACES) 
(045 4 PLACES) 


[041 | -043 | -045 | PARTN DESCRIPTION DETAIL A {SCALE 2:5 
i o ln DA NUT PLATE ASSEMBLY 

X | D2872-043 
m | X | D2872-045 


02872-1 
D2872-3 

| D2872-5 
MS20426AD4-5 
MS21086L5 — 


RADIUS BLOCK 
Copyright 2005 by DART AEROSPACE LTO 
| SHOP COPY 
RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 
WORK ORDER 


NO..9Z360_MeS 
12-/0-30 


